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PROBLEM TO BE SOLVED: To resolve the r-JL^ 



section 1 , the pressure welding 3 of an electric wire ; 
pressure welding device is lowered prior to a caulking 

punch 13 to press the covered electric wire 40 into a slot depth section, the cover section 41 
of the covered electric wire 40 is cut out by a pressure welding blade 33, and a core wire is 
conducted to the pressure welding blade 33. The pressure welding punch 3 keeps the 
covered electric wire 40 at the pressed-in state, the caulking punch 13 is lowered, its guide 
wall face is kept in slide contact with the tip of an electric wire hold section 35, the electric line 
hold section 35 is folded to be gradually squeezed to the inside and caulked on the cover 
section 41 , and the pressure welding terminal 30 firmly fixes and connects the covered 
electric wire 40. 



nonconformities such as the scraping or severance of a 
core wire occurring when a covered electric wire is 
pressed-in, to increase the contact pressure of a 
pressure welding blade after it is pressed-in and to 
improve continuity reliability by applying a process for 
pressing the covered electric wire into a slot formed by 
the pressure welding blade and a process for caulking 
an electric wire hold section on the cover section of the 
covered electric wire with staggered timings. 
SOLUTION: A covered electric wire 40 is arranged on a 
pressure welding terminal 30 supported by a base 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused h>y the use of this translation. 

1 . This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] While tearing apart the covering section and aiming at flow connection with an internal core 
wire by pressing a cable fit in a pressure-welding edge In the wire-jointing method of the solderless 
terminal which carries out fixed connection of the aforementioned cable in total the electric wire 
attaching part which approached the aforementioned pressure-welding edge and were formed 
successively— the covering section top of the aforementioned cable— ** - The wire-jointing method of 
the solderless terminal characterized by being able to shift the process and the aforementioned electric 
wire attaching part which press the aforementioned cable fit into the slot formed with the 
aforementioned pressure-welding edge, and performing [ the attaching part ] caulking ****** for timing 
on the covering section of the aforementioned cable. 

[Claim 2] The pedestal which supports a solderless terminal from a lower part. It is punch for caulking 
******** about the electric wire attaching part of the aforementioned solderless terminal approached 
and formed successively by the aforementioned pressure-welding edge on the covering section of the 
pressure-welding punch which descends from the upper part to the solderless terminal on a pedestal, and 
presses a cable fit in the pressure-welding edge of this solderless terminal, and the aforementioned cable. 
It is electric wire pressure-welding equipment equipped with the above, and is characterized by for 
aforementioned pressure-welding punch preceding and descending to the aforementioned punch for 
caulking, and for the aforementioned punch for caulking descending still in the state in the state where 
the aforementioned cable was pressed fit in the pressure-welding edge, and performing caulking of the 
aforementioned electric wire attaching part. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] When this invention presses a cable fit to the pressure- 
welding edge of a solderless terminal in detail about the wire-jointing method of a solderless terminal, 
and electric wire pressure-welding equipment, it relates to the wire-jointing method of a solderless 
terminal and electric wire pressure-welding equipment which were improved so that the core wire inside 
an electric wire could be deleted and ****** might be prevented. 
[0002] 

[Description of the Prior Art] Since the covering section in a cable edge strips off a solderless terminal, 
it omits work at the time of a wire jointing and can carry out terminal strapping of the internal core wire, 
while it is suitable for automation, it can reduce manufacture cost. Namely, if the thing of an indication 
is shown and explained to JP, 10-92480, A at drawing 4 , a solderless terminal 30 The contact 31 which 
folding of the metal plate of one sheet is carried out, and it is formed, and it is located in the end side 
installed in the direction of an axis, and the terminal metallic ornaments of the non-illustrated other party 
contact, and aims at an electric flow, The pressure-welding edge 33 which will tear apart the covering 
section 41 of a cable 40 and will carry out flow contact with a core wire 43 if the both-sides wall formed 
in the shape of a cross-section KO character is made crooked in the inner direction so that it may counter 
mutually and a cable 40 is pushed in, It is located in the other end side of the direction of an axis 
contiguous to this pressure-welding edge 33, and has the electric wire attaching part 35 which bends 
both both-sides walls inside and carries out fixed connection of the cable 40 for the covering section 41 
by caulking ******. 

[0003] And it is in the state [ back / wearing ] which has arranged in the above-mentioned official report 
in two or more terminal hold rooms 45 installed by the connector housing 43 as shown in drawing 5 , 
and has arranged the cable 40 for the solderless terminal 30 in front of a wire jointing on a solderless 
terminal 30 beforehand. By inserting female mold (Annville) 47 in the bottom position corresponding to 
the electric wire attaching part 35, attaching from the upper part, and dropping a fixture (punch) 49 
Pressing fit to the pressure-welding edge 33 of a cable 40 and caulking to the covering section 41 top of 
the electric wire attaching part 35 are performed in simultaneous package, and the solderless terminal 30 
is made to make flow connection of the cable 40. Namely, generally, the attachment fixture 49 equips 
the pressure-welding punch for electric wire pressing fit, and the punch for caulking of electric wire 
fixation in one, and, simultaneously with pressing fit to the pressure-welding edge 33 of a cable 40, is 
performing caulking of the electric wire attaching part 35. By use of such an attachment fixture 49, the 
wire-jointing process in automation was able to be simplified, and connection working hours were able 
to be shortened, and the cable 40 was able to be efficiently connected to the solderless terminal 30. 
[0004] 

[Problem(s) to be Solved by the Invention] however, the electric wire attaching part 35 which plays a 
role of strain relief as are shown in drawing 6 (a) and (b) and the wire-jointing method and electric wire 
pressure-welding equipment by the conventional attachment fixture mentioned above show to pressing 
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fit, simultaneously drawing 7 (a) to the pressurerwelding edge 33 of a cable 40, and (b) - ** — since it 
was in total, fault which is mentioned later arose That is, as shown in drawing 6 (b), to deforming so that 
a right-and-left side attachment wall may open slightly to the method of outside by pressing [ of an 
electric wire 40 ] fit, the bending force by the side of the method of the inside of ******** acts the 
electric wire attaching part 35 on an opposite direction, as shown in drawing 7 (b), and if it is in the 
pressure-welding edge 33, it works so that the aperture of this right-and-left side attachment wall may be 
prevented. In order that the influence by this bending force may act on the pressure-welding edge 33 of a 
part near the electric wire attaching part 35 notably especially, it becomes easy to disconnect the core 
wire of the cable pressed fit. That is, it is because a cable is pressed fit forcibly halfway in the state 
where follow a cable and a pressure-welding edge does not open smoothly to the method of outside. 
[0005] this invention was made in view of the above-mentioned situation, can delete the core wire which 
happens at the time of pressing [ of a cable ] fit, cancels un- arranging, such as ******, and it aims at 
offering the wire-jointing method of a solderless terminal and electric wire pressure-welding equipment 
which raise the contact pressure of the pressure-welding edge after pressing fit, and moreover raise flow 
reliability. 
[0006] 

[Means for Solving the Problem] The wire-jointing method of the solderless terminal concerning this 
invention for attaining the above-mentioned purpose While tearing apart the covering section and 
aiming at flow connection with an internal core wire by pressing a cable fit in a pressure-welding edge 
In the wire-jointing method of the solderless terminal which carries out fixed connection of the 
aforementioned cable in total the electric wire attaching part which approached the aforementioned 
pressure-welding edge and were formed successively — the covering section top of the aforementioned 
cable — ** - It is characterized by being able to shift the process and the aforementioned electric wire 
attaching part which press the aforementioned cable fit into the slot formed with the aforementioned 
pressure-welding edge, and performing [ the attaching part ] caulking ****** for timing on the covering 
section of the aforementioned cable. 

[0007] And in case performing pressing [ of a cable ] fit in advance of caulking of an electric wire 
attaching part in order to shift timing with caulking ****** for the process and electric wire attaching 
part which press a cable fit according to the above-mentioned method, then a cable are pressed fit in a 
pressure-welding edge, the deformation prevention factor of the pressure-welding edge by the electric 
wire attaching part is canceled, and a pressure- welding edge follows pressing [ of a cable ] fit and is 
opened easily to the method of outside. 

[0008] Moreover, the electric wire pressure-welding equipment concerning this invention for attaining 
the above-mentioned purpose The pedestal which supports a solderless terminal from a lower part, In the 
electric wire pressure-welding equipment which possesses the punch for caulking ******** for the 
electric wire attaching part of the aforementioned solderless terminal approached and formed 
successively by the aforementioned pressure-welding edge on the covering section of the pressure- 
welding punch which descends from the upper part to the solderless terminal on a pedestal, and presses a 
cable fit in the pressure-welding edge of this solderless terminal, and the aforementioned cable It is 
characterized by for aforementioned pressure-welding punch preceding and descending to the 
aforementioned punch for caulking, and for the aforementioned punch for caulking descending still in 
the state in the state where the aforementioned cable was pressed fit in the pressure- welding edge, and 
performing caulking of the aforementioned electric wire attaching part. 

[0009] and - since it will deform so that a pressure-welding edge may open a little to the method of 
outside in connection with the insertion pressure at this time if according to the above-mentioned 
composition pressure-welding punch precedes and descends to the punch for caulking and presses a 
cable fit in a pressure-welding edge ~ a core wire — it can delete — etc. — it loses and a cable can be 
inserted in fitness to the slot deep part of a pressure-welding edge Moreover, after pressing [ of a cable ] 
fit, it is added so that the bending force by the side of the inner direction where the punch for caulking 
acts on a pressure-welding edge with an electric wire attaching part by ********» s a t caulking of this 
electric wire attaching part may raise the contact pressure of a pressure-welding edge. Thereby, the 
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pressure-welding edge which the solderless terminal opened comes to be returned to an initial state, and 
its contact reliability improves. Furthermore, the punch for caulking is ******** about an electric wire 
attaching part still in the state in the state where pressure-welding punch pressed the cable fit. Thereby, 
where the relief of the cable by pressure-welding punch is prevented, caulking ****** can do a cable 
good, and the punch for caulking is **. 
[0010] 

[Embodiments of the Invention] Hereafter, the wire-jointing method of the solderless terminal 
concerning this invention and the gestalt of suitable operation of electric wire pressure-welding 
equipment are explained in detail based on a drawing. Drawing 1 is the outline decomposition 
perspective diagram showing 1 operation gestalt of the electric wire pressure-welding equipment 
concerning this invention. In addition, this operation gestalt shall also explain the wire-jointing method 
of a solderless terminal based on the electric wire pressure-welding equipment concerning this 
invention. Moreover, to the same member as the conventional example, and a part, explanation is 
omitted using the same sign. 

[001 1] In drawing 1 , electric wire pressure-welding equipment 10 equips the pedestal 1 which supports 
a solderless terminal 30, and the pressure-welding punch 3 and the punch 13 for caulking which 
descends from the upper part to the solderless terminal 30 on a pedestal 1, and connects a cable 40, and 
consists of lower parts. 

[0012] A pedestal 1 is the plinth (female mold) whose installation of a solderless terminal 30 was 
enabled, and abbreviation coincidence is carried out at the inferior-surface-of-tongue configuration of a 
solderless terminal 30, and by the part corresponding to the electric wire attaching part 35 of a solderless 
terminal 30 at least, the upper surface 2 is formed in the curved surface what minute in order to make 
good the caulking configuration of the electric wire attaching part 35. In addition, by this example, the 
pedestal 1 is formed only in the size which can lay the pressure-welding edge 33 and the electric wire 
attaching part 35 of a solderless terminal 30 while being fixed. However, a pedestal 1 may be structure 
which supports the whole including the contact 3 1 (refer to drawing 4 ) of a solderless terminal 30. 
Moreover, a pedestal may be a size corresponding to the electric wire attaching part, and may be in the 
state with which the terminal hold room of connector housing which it is prepared possible 
[ movement ] and a solderless terminal does not illustrate was equipped, and may be structure which 
advances into the lower part position corresponding to the electric wire attaching part. 
[0013] A solderless terminal 30 is equipped with two or more pairs of pressure-welding edges 33 which 
made a part of both right-and-left side attachment walls that made the metal plate the shape of a cross- 
section KO character by folding crooked in the inner direction as usual, and forms the slot 37 which 
tears apart the covering section 41 by pressing [ of a cable 40 ] fit between the tips of the pressure- 
welding edge 33 which counters mutually. Moreover, a solderless terminal 30 is equipped with the 
electric wire attaching part 35 which the pressure-welding edge 33 was approached [ attaching part ] and 
made the terminal back end section formed successively stand up possible [ bending of a right-and-left 
side attachment wall ]. 

[0014] Pressure-welding punch 3 is the punch which descends from the upper part to the solderless 
terminal 30 on a pedestal 1, and can press a cable 40 fit in the slot 37 of the pressure-welding edge 33, 
and two or more relief grooves 5 into which the pressure-welding edge 33 advances when it descends 
are installed successively toward the upper part in the position corresponding to the pressure-welding 
edge 33 from the inferior surface of tongue 9. Moreover, the press crevice 7 which presses a cable 40 in 
contact with the peripheral face of a cable 40 in an inferior surface of tongue 9 is installed in the relief 
groove 5 and the right-angled direction. 

[0015] When the punch 13 for caulking descended from the upper part to the solderless terminal 30 on a 
pedestal 1, is caulking ****** and descends the electric wire attaching part 35 of a solderless terminal 
30 on the covering section 41 of a cable 40, it establishes the guidance wall 15 which bends the electric 
wire attaching part 35 to the inner direction gradually, and it is equipped with the crevice 17 of the shape 
of a mountain type which sticks the electric wire attaching part 35 by pressure on the covering section 
41. 
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[0016] The pressure-welding punch 3 and the punch 13 for caulking which were mentioned above are 
formed independently possible [ movement ], respectively, in this example, pressure- welding punch 3 
precedes characteristic composition of this operation gestalt with the punch 13 for caulking, and it 
descends. 

[0017] Next, with reference to both drawing 2 and drawing 3 , the wire-jointing method of a solderless 
terminal and an operation are described. First, in the state where the cable 40 has been arranged above 
the solderless terminal 30 supported by the pedestal 1, pressure-welding punch 3 precedes and descends 
to the punch 13 for caulking, and electric wire pressure-welding equipment 10 presses a cable 40 fit to a 
slot deep part, as shown in drawing 2 (a). Thereby, the covering section 41 is torn apart with the 
pressure-welding edge 33, and, as for a cable 40, a core wire 43 is ****(e:d) with the pressure-welding 
edge 33. 

[0018] When this pressure-welding punch 3 descends, as shown in drawing 3 (a), the right-and-left side 
attachment wall of the part corresponding to this pressure- welding edge 33 comes to open the pressure- 
welding edge 33 a little to the method of outside with pressing [ of a cable 40 ] fit. By this, the pressure- 
welding edge 33 will have ****** which is the grade which can tear apart the covering section 41 at the 
same time it makes penetration of a cable 40 ease. Therefore, **** of a core wire 43 and the pressure- 
welding edge 33 is performed good at the same time it can delete a core wire 43 and ****** is 
prevented. 

[0019] Subsequently, it bends so that it may be standing it still still in the state in the state pressure- 
welding punch 3 having pressed the cable 40 fit, and the punch 13 for caulking descending, and making 
the nose of cam of the electric wire attaching part 35 **** in the 15th page of the guidance wall as 
shown in drawing 2 (b) and the electric wire attaching part 35 may be narrowed down inside gradually, 
and electric wire pressure-welding equipment 10 is ******** G n the covering section 41. Thereby, a 
solderless terminal 30 carries out fixed connection of the cable 40 firmly. 

[0020] As this punch 13 for caulking descends and solves and it is shown in drawing 3 (b), the bending 
force inside the electric wire attaching part 35 joins the pressure-welding edge 33, and the pressure- 
welding edge 33 is closed to the inner direction. Thereby, the contact pressure which the pressure- 
welding edge 33 comes to be returned to an initial state from the state opened a little by pressing [ of a 
cable 40 ] fit, and contacts a core wire 43 comes to be raised. Therefore, the contact reliability of a 
solderless terminal 30 of the pressure-welding edge 33 improves. Moreover, since it was prepared with 
the downward state in which pressure-welding punch 3 pressed the cable 40 fit and the relief of a cable 
40 is prevented when this punch 13 for caulking descends, as for the punch 13 for caulking, caulking 
****** can do a cable 40 good. In addition, you may be the structure which descends in [ both punch ] 
abbreviation simultaneous since ******** timing should just be slightly shifted in the electric wire 
attaching part when this invention is not limited only to such a mode although it says that the punch for 
caulking descends after the state where explanation top and pressure-welding punch descended 
completely by the wire-jointing method of a solderless terminal, and pressing a cable fit in a pressure- 
welding edge in short. 

[0021] Although stated by the wire-jointing method in the above-mentioned operation gestalt as 
composition which precedes a pressing process with a caulking process and performs the pressing 
process to the pressure-welding edge of a cable, and the caulking process by the electric wire attaching 
part, as long as a pressure-welding edge opens good in the case of a pressing process, this invention may 
not be limited to such process timing, and may be pressed fit after caulking. However, contact pressure 
recovery of the pressure-welding edge which acts in connection with caulking of an electric wire 
attaching part in this case is not expectable. 
[0022] 

[Effect of the Invention] Since a pressure-welding edge is easily opened without the deformation 
prevention force of a pressure-welding edge acting in case a cable is pressed fit in a pressure-welding 
edge since it is carried out by a caulking process shifting an electric wire attaching part from the process 
which presses a cable fit in a pressure-welding edge in timing on the covering section according to the 
wire-jointing method of the solderless terminal of this invention, and electric wire pressure-welding 
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equipment, the core wire which happens at the time of pressing [ of a cable ] fit can be deleted, and it 
can cancel un-arranging, Moreover, after pressing a cable fit in a pressure-welding edge, the 
deformation force by caulking of an electric wire attaching part can act on a pressure-welding edge so 
that the contact pressure of a pressure-welding edge may be raised, and it can raise contact reliability 
with a core wire. Furthermore, since it precedes and the descending pressure-welding punch prevents the 
relief of a cable, an electric wire attaching part is made [ the punch for caulking ] by caulking ****** 
good on the covering section. 



[Translation done.] 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 . This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



TECHNICAL FIELD 



[The technical field to which invention belongs] When this invention presses a cable fit to the pressure- 
welding edge of a solderless terminal in detail about the wire-jointing method of a solderless terminal, 
and electric wire pressure-welding equipment, it relates to the wire-jointing method of a solderless 
terminal and electric wire pressure-welding equipment which were improved so that the core wire inside 
an electric wire could be deleted and ****** might be prevented. 
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PRIOR ART 



[Description of the Prior Art] Since the covering section in a cable edge strips off a solderless terminal, 
it omits work at the time of a wire jointing and can carry out terminal strapping of the internal core wire, 
while it is suitable for automation, it can reduce manufacture cost. Namely, if the thing of an indication 
is shown and explained to JP,10-92480,A at drawing 4 , a solderless terminal 30 The contact 31 which 
folding of the metal plate of one sheet is carried out, and it is formed, and it is located in the end side 
installed in the direction of an axis, and the terminal metallic ornaments of the non-illustrated other party 
contact, and aims at an electric flow, The pressure-welding edge 33 which will tear apart the covering 
section 41 of a cable 40 and will carry out flow contact with a core wire 43 if the both-sides wall formed 
in the shape of a cross-section KO character is made crooked in the inner direction so that it may counter 
mutually and a cable 40 is pushed in, It is located in the other end side of the direction of an axis 
contiguous to this pressure-welding edge 33, and has the electric wire attaching part 35 which bends 
both both-sides walls inside and carries out fixed connection of the cable 40 for the covering section 41 
by caulking ******. 

[0003] And it is in the state [ back / wearing ] which has arranged in the above-mentioned official report 
in two or more terminal hold rooms 45 installed by the connector housing 43 as shown in drawing 5 , 
and has arranged the cable 40 for the solderless terminal 30 in front of a wire jointing on a solderless 
terminal 30 beforehand. By inserting female mold (Annville) 47 in the bottom position corresponding to 
the electric wire attaching part 35, attaching from the upper part, and dropping a fixture (punch) 49 
Pressing fit to the pressure-welding edge 33 of a cable 40 and caulking to the covering section 41 top of 
the electric wire attaching part 35 are performed in simultaneous package, and the solderless terminal 30 
is made to make flow connection of the cable 40. Namely, generally, the attachment fixture 49 equips 
the pressure-welding punch for electric wire pressing fit, and the punch for caulking of electric wire 
fixation in one, and, simultaneously with pressing fit to the pressure-welding edge 33 of a cable 40, is 
performing caulking of the electric wire attaching part 35. By use of such an attachment fixture 49, the 
wire-jointing process in automation was able to be simplified, and connection working hours were able 
to be shortened* and the cable 40 was able to be efficiently connected to the solderless terminal 30. 
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EFFECT OF THE INVENTION 



[Effect of the Invention] Since a pressure-welding edge is easily opened without the deformation 
prevention force of a pressure-welding edge acting in case a cable is pressed fit in a pressure-welding 
edge since it is carried out by a caulking process shifting an electric wire attaching part from the process 
which presses a cable fit in a pressure-welding edge in timing on the covering section according to the 
wire-jointing method of the solderless terminal of this invention, and electric wire pressure-welding 
equipment, the core wire which happens at the time of pressing [ of a cable ] fit can be deleted, and it 
can cancel un-arranging, Moreover, after pressing a cable fit in a pressure-welding edge, the 
deformation force by caulking of an electric wire attaching part can act on a pressure-welding edge so 
that the contact pressure of a pressure-welding edge may be raised, and it can raise contact reliability 
with a core wire. Furthermore, since it precedes and the descending pressure-welding punch prevents the 
relief of a cable, an electric wire attaching part is made [ the punch for caulking ] by caulking ****** 
good on the covering section. 
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TECHNICAL PROBLEM 

[Problem(s) to be Solved by the Invention] however, the electric wire attaching part 35 which plays a 
role of strain relief as are shown in drawing 6 (a) and (b) and the wire-jointing method and electric wire 
pressure-welding equipment by the conventional attachment fixture mentioned above show to pressing 
fit, simultaneously drawing 7 (a) to the pressure-welding edge 33 of a cable 40, and (b) - ** - since it 
was in total, fault which is mentioned later arose That is, as shown in drawing 6 (b), to deforming so that 
a right-and-left side attachment wall may open slightly to the method of outside by pressing [ of an 
electric wire 40 ] fit, the bending force by the side of the method of the inside of ******** acts t fc e 
electric wire attaching part 35 on an opposite direction, as shown in drawing 7 (b), and if it is in the 
pressure-welding edge 33, it works so that the aperture of this right-and-left side attachment-wall may -be 
prevented. In order that the influence by this bending force may act on the pressure-welding edge 33 of a 
part near the electric wire attaching part 35 notably especially, it becomes easy to disconnect the core 
wire of the cable pressed fit. That is, it is because a cable is pressed fit forcibly halfway in the state 
where follow a cable and a pressure-welding edge does not open smoothly to the method of outside. 
[0005] this invention was made in view of the above-mentioned situation, can delete the core wire which 
happens at the time of pressing [ of a cable ] fit, cancels un-arranging, such as ******, and it aims at 
offering the wire-jointing method of a solderless terminal and electric wire pressure-welding equipment 
which raise the contact pressure of the pressure-welding edge after pressing fit, and moreover raise flow 
reliability. 
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MEANS 



[Means for Solving the Problem] The wire-jointing method of the solderless terminal concerning this 
invention for attaining the above-mentioned purpose While tearing apart the covering section and 
aiming at flow connection with an internal core wire by pressing a cable fit in a pressure-welding edge 
In the wire-jointing method of the solderless terminal which carries out fixed connection of the 
aforementioned cable in total the electric wire attaching part which approached the aforementioned 
pressure-welding edge and were formed successively — the covering section top of the aforementioned 
cable ~ ** — It is characterized by being able to shift the process and the aforementioned electric wire 
attaching part which press the aforementioned cable fit into the slot formed with the aforementioned 
pressure-welding edge, and performing [ the attaching part ] caulking ****** for timing on the covering 
section of the aforementioned cable. 

[0007] And in case performing pressing [ of a cable ] fit in advance of caulking of an electric wire 
attaching part in order to shift timing with caulking ****** for the process and electric wire attaching 
part which press a cable fit according to the above-mentioned method, then a cable are pressed fit in a 
pressure- welding edge, the deformation prevention factor of the pressure-welding edge by the electric 
wire attaching part is canceled, and a pressure-welding edge follows pressing [ of a cable ] fit and is 
opened easily to the method of outside. 

[0008] Moreover, the electric wire pressure-welding equipment concerning this invention for attaining 
the above-mentioned purpose The pedestal which supports a solderless terminal from a lower part, In the 
electric wire pressure-welding equipment which possesses the punch for caulking ******** for the 
electric wire attaching part of the aforementioned solderless terminal approached and formed 
successively by the aforementioned pressure-welding edge on the covering section of the pressure- 
welding punch which descends from the upper part to the solderless terminal on a pedestal, and presses a 
cable fit in the pressure-welding edge of this solderless terminal, and the aforementioned cable It is 
characterized by for aforementioned pressure-welding punch preceding and descending to the 
aforementioned punch for caulking, and for the aforementioned punch for caulking descending still in 
the state in the state where the aforementioned cable was pressed fit in the pressure-welding edge, and 
performing caulking of the aforementioned electric wire attaching part. 

[0009] and ~ since it will deform so that a pressure-welding edge may open a little to the method of 
outside in connection with the insertion pressure at this time if according to the above-mentioned 
composition pressure-welding punch precedes and descends to the punch for caulking and presses a 
cable fit in a pressure-welding edge ~ a core wire — it can delete — etc. — it loses and a cable can be 
inserted in fitness to the slot deep part of a pressure-welding edge Moreover, after pressing [ of a cable ] 
fit, it is added so that the bending force by the side of the inner direction where the punch for caulking 
acts on a pressure-welding edge with an electric wire attaching part by ********' s a t caulking of this 
electric wire attaching part may raise the contact pressure of a pressure-welding edge. Thereby, the 
pressure-welding edge which the solderless terminal opened comes to be returned to an initial state, and 
its contact reliability improves. Furthermore, the punch for caulking is ******** about an electric wire 
attaching part still in the state in the state where pressure-welding punch pressed the cable fit. Thereby, 
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where the relief of the cable by pressure-welding punch is prevented, caulking ****** can do a cable 

good, and the punch for caulking is **. 

[0010] 

[Embodiments of the Invention] Hereafter, the wire-jointing method of the solderless terminal 
concerning this invention and the gestalt of suitable operation of electric wire pressure-welding 
equipment are explained in detail based on a drawing. Drawing 1 is the outline decomposition 
perspective diagram showing 1 operation gestalt of the electric wire pressure-welding equipment 
concerning this invention. In addition, this operation gestalt shall also explain the wire-jointing method 
of a solderless terminal based on the electric wire pressure-welding equipment concerning this 
invention. Moreover, to the same member as the conventional example, and a part, explanation is 
omitted using the same sign. 

[001 1] In drawing 1 , electric wire pressure-welding equipment 10 equips the pedestal 1 which supports 
a solderless terminal 30, and the pressure-welding punch 3 and the punch 13 for caulking which 
descends from the upper part to the solderless terminal 30 on a pedestal 1, and connects a cable 40, and 
consists of lower parts. 

[0012] A pedestal 1 is the plinth (female mold) whose installation of a solderless terminal 30 was 
enabled, and abbreviation coincidence is carried out at the undersurface configuration of a solderless 
terminal 30, and by the part corresponding to the electric wire attaching part 35 of a solderless terminal 
30 at least, the upper surface 2 is formed in the curved surface what minute in order to make good the 
caulking configuration of the electric wire attaching part 35. In addition, by this example, the pedestal 1 
is formed only in the size which can lay the pressure-welding edge 33 and the electric wire attaching 
part 35 of a solderless terminal 30 while being fixed. However, a pedestal 1 may be structure which 
supports the whole including the contact 31 (refer to drawing 4 ) of a solderless terminal 30. Moreover, a 
pedestal may be a size corresponding to the electric wire attaching part, and may be in the state with 
which the terminal hold room of connector housing which it is prepared possible [ movement ] and a 
solderless terminal does not illustrate was equipped, and may be structure which advances into the lower 
part position corresponding to the electric wire attaching part. 

[0013] A solderless terminal 30 is equipped with two or more pairs of pressure-welding edges 33 which 
made a part of both right-and-left side attachment walls that made the metal plate the shape of a cross- 
section KO character by folding crooked in the inner direction as usual, and forms the slot 37 which 
tears apart the covering section 41 by pressing [ of a cable 40 ] fit between the tips of the pressure- 
welding edge 33 which counters mutually. Moreover, a solderless terminal 30 is equipped with the 
electric wire attaching part 35 which the pressure-welding edge 33 was approached [ attaching part ] and 
made the terminal back end section formed successively stand up possible [ bending of a right-and-left 
side attachment wall ]. 

[0014] Pressure- welding punch 3 is the punch which descends from the upper part to the solderless 
terminal 30 on a pedestal 1, and can press a cable 40 fit in the slot 37 of the pressure-welding edge 33, 
and two or more relief grooves 5 into which the pressure-welding edge 33 advances when it descends 
are installed successively toward the upper part in the position corresponding to the pressure-welding 
edge 33 from the inferior surface of tongue 9. Moreover, the press crevice 7 which presses a cable 40 in 
contact with the peripheral face of a cable 40 in an inferior surface of tongue 9 is installed in the relief 
groove 5 and the right-angled direction. 

[0015] When the punch 13 for caulking descended from the upper part to the solderless terminal 30 on a 
pedestal 1, is caulking ****** and descends the electric wire attaching part 35 of a solderless terminal 
30 on the covering section 41 of a cable 40, it establishes the guidance wall 15 which bends the electric 
wire attaching part 35 to the inner direction gradually, and it is equipped with the crevice 17 of the shape 
of a mountain type which sticks the electric wire attaching part 35 by pressure on the covering section 
41. 

[0016] The pressure-welding punch 3 and the punch 13 for caulking which were mentioned above are 
formed independently possible [ movement ], respectively, in this example, pressure-welding punch 3 
precedes characteristic composition of this operation gestalt with the punch 13 for caulking, and it 
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descends. 

[0017] Next, with reference to both drawing 2 and drawing 3 , the wire-jointing method of a solderless 
terminal and an operation are described. First, in the state where the cable 40 has been arranged above 
the solderless terminal 30 supported by the pedestal 1, pressure-welding punch 3 precedes and descends 
to the punch 13 for caulking, and electric wire pressure-welding equipment 10 presses a cable 40 fit to a 
slot deep part, as shown in drawing 2 (a). Thereby, the covering section 41 is torn apart with the 
pressure-welding edge 33, and, as for a cable 40, a core wire 43 is ****(ed) with the pressure-welding 
edge 33. 

[0018] When this pressure- welding punch 3 descends, as shown in drawing 3 (a), the right-and-left side 
attachment wall of the part corresponding to this pressure-welding edge 33 comes to open the pressure- 
welding edge 33 a little to the method of outside with pressing [ of a cable 40 ] fit. By this, the pressure- 
welding edge 33 will have ****** which is the grade which can tear apart the covering section 41 at the 
same time it makes penetration of a cable 40 ease. Therefore, **** of a core wire 43 and the pressure- 
welding edge 33 is performed good at the same time it can delete a core wire 43 and ****** is 
prevented. 

[0019] Subsequently, it bends so that it may be standing it still still in the state in the state pressure- 
welding punch 3 having pressed the cable 40 fit, and the punch 13 for caulking descending, and making 
the nose of cam of the electric wire attaching part 35 **** in the 15th page of the guidance wall as 
shown in drawing 2 (b) and the electric wire attaching part 35 may be narrowed down inside gradually, 
and electric wire pressure-welding equipment 10 is ******** on the covering section 41. Thereby, a 
solderless terminal 30 carries out fixed connection of the cable 40 firmly. 

[0020] As this punch 13 for caulking descends and solves and it is shown in drawin g 3 (b), the bending 
force inside the electric wire attaching part 35 joins the pressure-welding edge 33, and the pressure- 
welding edge 33 is closed to the inner direction. Thereby, the contact pressure which the pressure- 
welding edge 33 comes to be returned to an initial state from the state opened a little by pressing [ of a 
cable 40 ] fit, and contacts a core wire 43 comes to be raised. Therefore, the contact reliability of a 
solderless terminal 30 of the pressure-welding edge 33 improves. Moreover, since it was prepared with 
the downward state in which pressure-welding punch 3 pressed the cable 40 fit and the relief of a cable 
40 is prevented when this punch 13 for caulking descends, as for the punch 13 for caulking, caulking 
****** can £ Q a ca ble 40 good. In addition, you may be the structure which descends in [ both punch ] 
abbreviation simultaneous since ******** timing should just be slightly shifted in the electric wire 
attaching part when this invention is not limited only to such a mode although it says that the punch for 
caulking descends after the state where explanation top and pressure-welding punch descended 
completely by the wire-jointing method of a solderless terminal, and pressing a cable fit in a pressure- 
welding edge in short. 

[0021] Although stated by the wire-jointing method in the above-mentioned operation gestalt as 
composition which precedes a pressing process with a caulking process and performs the pressing 
process to the pressure-welding edge of a cable, and the caulking process by the electric wire attaching 
part, as long as a pressure-welding edge opens good in the case of a pressing process, this invention may 
not be limited to such process timing, and may be pressed fit after caulking. However, contact pressure 
recovery of the pressure-welding edge which acts in connection with caulking of an electric wire 
attaching part in this case is not expectable. 
[0022] 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 11 It is the outline block diagram of the electric wire pressure-welding equipment concerning 
this invention. 

[Drawing 2] In drawing showing the procedure of the electric wire pressure-welding method by the 
electric wire pressure-welding equipment of drawing 1 , (a) shows operation before of the punch for 
caulking, and (b) shows the operation back of the punch for caulking. 

[Drawing 3] In drawing showing the state of a pressure-welding edge corresponding to each process of 
drawing 2 , (a) shows the time of operation of pressure-welding punch, and (b) shows the time of 
operation of the punch for caulking. 

[Drawing 4] It is the appearance perspective diagram of a solderless terminal. 

[Drawing 5] It is drawing showing the conventional pressure- welding method. 

[Drawing 6] It is drawing showing the appearance of the pressure-welding edge by the conventional 

pressure-welding method of drawing 5 . 

[Drawing 7] It is drawing showing the situation of the electric wire attaching part by the conventional 
pressure- welding method of drawing 5 . 
[Description of Notations] 
1 Pedestal 

3 Pressure-Welding Punch 

10 Electric Wire Pressure- Welding Equipment 

13 Punch for Caulking 

30 Solderless Terminal 

40 Cable 
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